IN THE CLAIMS 

Please CANCEL without prejudice to the remaining claims and without 
prejudice to the filing of a divisional application the non-elected claims 6-9 and 14- 
22. 



Claims 1-5 (Previously Cancelled) 
Claims 6-9 (Currently Cancelled) 
Claims 10-13 (Previously Cancelled) 
Claims 14-22 (Currently Cancelled) 

Claim 23 (Currently Amended) 

A method o^forming a fuel container with an opening and a cap sealing the 

opening, comprising the steps of: 

providing a pair of moid halves defining a first mold cavity to form and define the 
shape of a container from a parisftn and adjacent the first cavity a second cavity to form 
at least one cap in a flash section from tile parison ; 

providing a parison with a hydrocarbon fuel vapor barrier layer of a polymeric 
material disposed between inner and outer layers\Qf a different polymeric material which 
is heat weldable; 

closing the mold halves together to receive and compress a portion of the parison 
between them forming at least one flash section in the region o^the second cavity and at 
least one cap in the second cavity in the flash section; 
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K providing a pressurizing fluid into the parison within the closed mold halves to 
expand thbjparison within the first mold cavity to form the entire container and define the 
shape of the container; 

after blow^nolding^forming an opening through the container at a location spaced 
from the cap; \ 

separating the cap ftom the flash section; 

disposing the cap over the opening; and 

heat welding the cap \p the container circumferentially continuously to 
permanently attach and seal the cV) to the container to permanently close, seal and 
provide a fuel vapor barrier for the opening. 

Claim 24 (Previously Cancelled) 

The method of claim 23 wherein the p&rison, container and cap have multiple 
layers of polymeric material including at least oneWructural layer and at least one vapor 
barrier layer. \ 

Claim 26 (Previously Amended) 

The method of claim 23 which also comprises heat welding at least one of the 
inner layer and the outer layer of the cap to the outeA layer of the container to 
permanently attach and seal the cap to the container. \ 

Claim 27 (Previously Cancelled) \ 
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^ Claim 28 (Previously Amended) 

Th^method of claim 23 which further comprises simultaneously extruding the 
fuel vapor layV and the inner and outer layers into the parison which is received in a 
generally molten state between the open mold halves in a blow molding machine to form 
the container and cap\ 

Claim 29 (Previously Amended) 

The method of claim 23 wherein the cap has twice as many vapor barrier 
layers as the vapor barrier layer(s) orihe container. 

Claim 30VPreviously Added) 

The method of claim 28 wherein the inner layer and the outer layer of the parison, 
container and cap are of a high density polyethylene polymer material. 

Claim 31 (PreviouslySAdded) 

The method of claim 30 wherein layers of hig\ density polyethylene polymer 
material of the container and the cap are heat welded together to permanently attach and 
seal the cap to the container. 



Claim 32 (Currently Amended) 

A method of forming a fuel container with an opening and ^ cap sealing the 
opening, comprising the steps of: 

providing a pair of mold halves defining a first mold cavity to form Jtad define the 
shape of a container and adjacent the first cavity a second cavity to form at le^t one cap 
in a flash section; 



providing a parison with at least one hydrocarbon fuel vapor barrier layer of a 
polymeric material disposed between inner and outer layers of a different polymeric 
materialVhich is heat weldable; 

closW the mold halves together to receive and compress in the second cavity 
two overlapping portions of the parison between them forming at least one flash section 
in the region of the second cavity and at least one cap in the flash section with the cap 
having twice as marvv vapor barrier layers as the vapor barrier layer(s) of the container 
and two adjacent inner layers of the different polymeric material adhered together ; 

providing a pressVizing fluid into the parison within the closed mold halves to 
expand the parison within tft^ first mold cavity to form the entire container and define the 
shape of the container; 

after blow molding formif^ an opening through the container at a location spaced 
from the cap; 

separating the cap from the flasV section; 

disposing the cap over the opening and 

heat welding the cap to the container circumferentially continuously to 
permanently attach and seal the cap to the container to permanently close, seal and 
provide a fuel vapor barrier for the opening. 

Claim 33 (Previously Adcfced) 

The method of claim 32 which also comprises heat welding at least one of the 
inner layer and the outer layer of the cap to the outer i^yer of the container to 
permanently attach and seal the cap to the container. 

Claim 34 (Previously Added) 

The method of claim 32 which further comprises simultaneously Extruding the at 
least one fuel vapor layer and the inner and outer layers into the parison which is received 
in a generally molten state between the open mold in a blow molding machine %form the 
container and cap. 
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Claim 35 (Previously Added) 

The method of claim 32 wherein the inner layer and the outer layer of the parison, 
container and cap are of a high density polyethylene polymer material. 

CIainr^6 (Previously Added) 

The method of claim 35 whereita the layers of high density polyethylene polymer 
material of the container and the cap are ffeat welded together to permanently attach and 
seal the cap to the container. \ 



